Resend 7-20-05; 1 : 03AM ; N I KOLA I MERSEREAU 



USPTO/generai ;612 349 6S5S 



#2/7 



Serial No. 10/694,662 

IN THE SPECIFICATION 

Page 1, lines 3-5 have been amended as follows: 

The present invention relates to a socket and a method of surface treatment for sockets. 
The specification is rolled in the surface and displayed in a light-colored layer of electroplating^ 
and the rest of the surface of the socket is displayed in black. 

Page 1, lines 7-18 have been amended as follows: 

A conventional socket 50 is shown in FIG. [[1]] 7 and generally includes a large section 
52 and a small section 51._A [[and a]] passage 53 is defined through the socket 50. The 
specification 54 is rolled in the outer surface of the large section 52 . The mid-fee whole socket 
50 is proceeded with electroplating such that a light-colored layer of electroplating 60 is coated 
to the inner surface and outer surface side of the socket 50. Nevertheless, the specification 54 is 
not obviousj because there is no difference between the color of the specification 54 and the 
outer surface of the socket 50. Another surface treatment is to merge the socket in a solution of 
Manganese Phosphite a and this makes the surface [[to be]] dark. The inherent shortcoming of the 
above mentioned problem is not improved. Some of the specification 54 is printed on the outer 
surface of the socket 50. Although , although different colors can be used to the specification 
54, it tends to be worn out. 

Page 1, lines 19-21 have been amended as follows: 

The present invention intends to provide a method for making the specification of the 
socket [[is]] brighter than the color of the outer surface of the socket so that the specification can 
be seen clearly. 

Page 2, lines 2-8 have been amended as follows: 

The present invention relates to a socket and a method for surface treatment of a socket. 
The method comprises a step of rolling a specification in an outer surface of the large section; a 
step of electroplating the socket with a light colored layer of electroplating; a step of removing 
the light colored layer of electroplating from the outer surface of the large section^ [[,J] and a 
step of coating a dark colored layer on the outer surface of the large section [[and]] but with the 
specification being excluded. 
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Page 2, line 14 through page 3, line 1 have been amended as follows: 

FIG. 1 s hows the flow chart of the method of the present inventions 

FIC.2 is a perspective view to show the socket of the present invention; 

FIG. 2 shows the flow chart of the method of the present invention: 

FIG. 3 is a cross sectional view to show a layer of electroplating ([is]] coated to the 

socket; 

FIG. 4 is a cross sectional view to show the layer of electroplating [[is]] removed from 
the outer surface of the large section of the socket; 

FIG. 5 is a cross sectional view to show that a dark layer [[is]] coated on the outer surface 
of the large section of the socket; 

FIG. 6 shows a protection layer [{is]] coated on the dark layer on the large section of the 
socket [[,]] i and 

FIG. 7 is a cross sectional view to s how of a conventional socket 
Page 3, lines 3-8 have been amended as follows: 

Referring to FIGS. 1 and 2, the socket 10 of the present invention comprises a body 
having a large section 1 1 and a small section 12. A passage 13 is defined through the body* and 
two grooves 14 are defined in an outer periphery of the large section 11 . An outer surface of the 
large section 1 1 is a dark colored surface^ and a specification 15 rolled in the outer surface of the 
large section 1 1 is coated with a brighter colored electroplating, such that the specification 15 
can be seen clearly. 

Page 3, lines 9-21 have been amended as follows: 

A method for making the light colored specification 15 in the outer surface of a socket 10 
includes: 

a step of rolling the specification 15 in the outer surface of the large section 1 1 ; 
a step of electroplating the socket 10 with a light colored layer of electroplating 20 as 
shown in FIG. 3; 

a step of removing the light colored layer of electroplating 20 from the outer surface of 
the large section 1 1. as shown in FIG. 4; 
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a step of coating a dark colored layer 30 on the outer surface of the large section 1 1 by 
immerging the socket 10 into a solution of Manganese Phosphite while the specification 15 is 
being separated from the solution, as shown in FIG. 5, and 

a step of coating a protection layer 40 on the outer surface of the large section 1 1 and the 
specification 15 as shown in FIG. 6. 

Page 3, lines 22 and 23 have been amended as follows: 

By the surface treatment, the bright light colored specification 15 of the socket 10 is 
obvious from the dark colored layer 30 of the large section 11 of the socket 10. 
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